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(54) Title: FORMING METAL MATRIX COMPOSITE WITH PARTICULATE FILLER 

* 

(57) Abstract 

An apparatus (10) and a method are 
provided for moulding or die casting a 
metal matrix composite product with a dis- 
pertion of particulate filler material. A car* 
tridge (16) is inserted into the inlet passage 
( 1 1 ) to the mould or die cavity ( 1 3), the car- 
tridge (16) having at least one outer section 
(18) rupturable by molten metal flow and 
containing particulate filler material (19). 
The arrangement is such that when molten 
metal is injected through the inlet passage 
(11), it ruptures the cartridge (16) and car- 
ries the paniculate filler material (19) into 
the mould or die cavity (13) while at the 
same time dispersing the filler material (19) 
throughout the molten material. 
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FORMING METAL MATRIX COMPOSITE WITH PARTICULATE FILLER 

The present invention relates primarily to a novel method of forming and 
apparatus for forming metal matrix products, however, the method and 
apparatus may also be useful in moulding products made from any material in 

5 which it is desired to disperse a particulate or fibre filler material. This invention 
will be particularly useful in producing products disclosed in Patent Nos. 
83399/87 (GENI) and 61 450/90 (GENII). 

In the prior art there is disclosure of methods and apparatus for forming 
metal products using, for example aluminium or its alloys, magnesium or its 

10 alloys, tin or its alloys and zinc or its alloys, in which a particulate filler material is 
dispersed such as fly ash or other ceramic particles. There are certain 
advantages in using such fillers in that it may provide lighter and at least as 
strong end products that are cheaper because the filler is not as expensive as 
the metal. Other advantages include the ability to adjust or improve ductility, 

1 5 wear resistance, hardness, thermal expansion and other similar properties. It is, 
however, desirable to achieve a simple and inexpensive method of producing 
such products such that any savings resulting from the materials used are not 
wasted by the manufacturing methods and the costs of the apparatus required to 
form the product. 

20 Several difficulties exist in relation to mixing particulate material into a 

liquid matrix (such as a metal matrix) prior to being introduced in a mould or die 
cavity. These include that, depending on the materials involved, the particulate 
material might tend to float or sink in the matrix material so that widely different 
dispersion levels can result in the product ultimately formed. 

25 This can occur if the particulate material is mixed into the liquid matrix 
material well before introduction into the mould or die. This may be partly 
resolved by continually mixing the particulate material and the matrix material, 
however, this adds a further cost and difficulty and moreover, stratification can 
still result as the material is transferred from the mixing zone to the die or mould. 

30 The additive materials may also be destroyed or damaged as a result of 
mechanical or other types of mixing apparatus in a melting pot. The additives 
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^ also become scorched under super heated cogens M .he «,uld me«l 
is kept, thus resulting in intermetallic phases. 

' A 6ti her W> is M «. is «** » * P—— roatenal «* 

mi8ht u, acnve to sen,, extent wi,h the ,i,u« ma,dx ma,.ria, as extensn, 
S Img tintes prov.de tor .he possibi,h» o, dele,.Hous reaCions between the 

"""t. objedve th.re.cr. H .c provide a r„a,iv.ly low cos, me,hod and 
appara,us tor .ormin, producs by ntouldin, ..chnlqu.s composed o. a 
matoda, dispersed in a mablx matona, wKh .he pa^e ma..nal 
, o having satistedory dispersion levels tor «h. product bring .onned. 

Accordingly, .he presen, invemion provides in a M aspaC a me, M o 
.ormingTcompl, produc, composing hea.in, a me* -^^J 
r -a L. inttoducina said liquid metal matHx matedal to a mould or die cavity 

Z%2«*« — — ■ im ° saM mouW - * T~2 Tn 

i„,,odu<*on point o. «. padicula.. matonal occur, in the mould or d* In 
accordance wKh this aspect the present invention aiso proposes ***** " 
log a composi,e product compdsing a mould or die indudin, a ™«or d» 
20 cav«y means tor receiving and introducing a molten metal 
said mould or die cavity, and means to, introducing a 
1m into said mohen mete, matrix ma,.Hal either a. or Pn o 

prov ,ded a method o, torming a composite product composing the steps 
providing: 

a mould or die with a mould or die cavity; 
30 cT a volume o, pallet, material in a path tor the .low o *u 

m a«i» ma,eu* into sa« die o, mould cavKy. said 
tocatsu in an outer sheath capable o. being a. leas, partian, rup,ur.d by liquid 
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matrix material flowing into said die or mould cavity; and 

heating a matrix material to its liquid state and arranging same to flow 
past said volume of particulate material whereby said particulate material is 
carried with and dispersed through said liquid matrix material within said die or 

5 mould cavity. In accordance with this aspect, the present invention also 
provides apparatus comprising a mould or die having a mould or die cavity, a 
liquid flow path for liquid matrix material leading into said mould or die cavity, 
and means located in said liquid flow path either at or immediately before an 
entry point into the mould or die cavity to support a volume of particulate located 

10 in an outer sheath, said outer sheath being adapted for rupture upon said liquid 
matrix material passing along said liquid flow path. Conveniently the sheath 
material may be a metal foil. In the case of moulding a metal matrix material 
such as aluminium or its alloys or magnesium or its alloys, the metal foil of 
sheath material might appropriately be either or both an aluminium (or its alloys) 

1 5 or magnesium (or its alloys) foil. In such a case the foil material might be heated 
by the incoming liquid matrix material beyond its liquid state and the sheath 
material might simply form part of the liquid matrix material entering the mould or 
die cavity. In any event in such circumstances, the sheath material should not 
be made of a material that will adversely react with the liquid matrix material. 

20 in a still further aspect, the present invention also provides a cartridge for 

location in an inlet flow passage of a die or mould, said cartridge having an 
outer wall of metal configured to be positioned in said inlet flow passage and 
retaining particulate filler material within an inner space thereof. 

In a still further aspect, the present invention also provides a method of 

25 die casting metals with a dispersion of particulate filler material, said metal 
injected as molten metal into a die cavity of a die, the injection of the molten 
metal into said die cavity being through an inlet runner leading into the die 
cavity, said method comprising: inserting into said runner a cartridge containing 
a predetermined volume of particulate filler material to be dispersed in a metal 

30 casting, said cartridge being sealed by at least one section formed by a metal 
foil layer so as to retain the filler material within the cartridge; injecting molten 
metal into the cavity through said cartridge, thereby rupturing the foil layer 
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canyin, ,he «»er ma,erid into ft. cavi V while interning the padiculs,. . ■« 
ZLJ with said molten met* end slowing sad mo«en met*, ,o so«y ,n ft. 
die cavKy before removing same. » eh „„ M 
Throughout this specification, pe-tioulet. material is referred to. It should 
5 pa understood fha. ,hls includes hut is no, limired to. % aah 

parfides (eHher sphencal o, no,) and fibres inoluding stee, or o,h. MM 
Id glJ f^es. Obviously ,he mated* o, 1. pedlcule,. ma,.na, -I depend 
X ,he nahur. o, ,he mabix matena, being used therewith and the product 

10 Fit. when ,he matrix mafeha, is a met,,. ,he shea,h,ng ma,ena, is 
.aher made from the seme metal or a, leas, a meal compatible with ,he mdnx 
"Z ^ela*, mated. * e, leas, In per, incorporated in ,h. end prcrfuc, 

^On. preferred errangemen, will hereinaner be describe w«h reference 

1 5 to the accompanying drawings, in which :- 

Figure 1 is a partiai cross-sectional view of the die chamber of a hot 
chamber die casting device according to the present invention; 

Rgure 2 is a partial cross-sectiona. view similar to F.gure 1 showng an 

alternative preferred embodiment; 
» Figure 3 is a pania, cross-secfiona, view similar ,o Figure , shown, a sfill 

further preferred embodiment. 

Figures 4. 5 and 6 are respeofive cross-secUona, views taKen on fine H of 
F^ums , ,o 3 showing mm* possib* arrangements whhin ,he Ml molten 
meiai delivery path o, me ho, chamber die casting device. 
25 The annexed drawings illustrate various features ot a ho, chamber 
casting device ,0. Molten me,al can be delivered by any known method or 

7 hi? a die cavity 13 is formed between the fixed d.e part 12 and a 

tZ I .I* S» « - - 1 — * ,h - ds -* * - z 

,0 drawing, the d,e cevity ,3 * shaped so as to enable a P~ ~« 

puna, .0, a motor vehicle ,o be die cast bu, 1, w,„ be apparen, ha, man omer 
shapes con be die cas, according ,o ,he principles o, ,he presen, mvenfion. Tne 
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fixed part die part 12 includes a sprue bushing 15 through which the inlet 
passage or runner 1 1 is formed. Prior to a casting operation, a cartridge 16 is 
positioned within the inlet runner 11 as illustrated in Figures 1, 2 and 3 with the 
structure of the cartridge 16 being as described hereinafter. Conveniently, the 
5 cartridge 16 may be mounted at least partially on a sprue post 17 or any other 
means might be utilised to locate the cartridge 16 as desired in the inlet runner 
11. The cartridge 16 comprises an outer structural sheath 18 and a 
predetermined quantity of filler material particles 1 9 depending on the desired 
quantity of such material in the finished product. The filler material particles are 
1 0 conveniently microspheres such as fly-ash but many other forms of filler material 

could also be utilised. 

During a die casting operation, the cartridge 16 is first positioned as 

desired in the inlet runner 11 and the die parts 12 and 14 are closed and 
pressed against one another. Thereafter, molten metal (conveniently 

15 magnesium, aluminium or alloys of magnesium and aluminium) is introduced 
into the die cavity 13 under high pressure through the inlet runner 11. At least 
part of the sheath material 1 8 is ruptured and the filler material is carried into the 
die cavity 13 with the molten metal while being dispersed throughout the molten 
metal. The introduction of the molten metal into the die cavity 13 occurs very 

20 rapidly (often in less than a second) which enables the filler material particles to 
disperse well throughout the molten metal. Further, it will be apparent that in the 
illustrated embodiments, the cartridge 16 is located right at the introduction point 
to the mould cavity such that there is insufficient time for the filler material 
particles 19 to adversely react with the molten metal. 

25 Conveniently, the sheath material 18 may be a metal foil such as 

aluminium foil, magnesium foil or a combination of both as illustrated in Figure 1 
with the whole outer wall of the cartridge being formed by the foil. In other 
preferred arrangements as shown in Figures 2 and 3, the sheath may be 
preformed as a thin metal conical container 20 with the metal being either 

30 aluminium or magnesium or alloys of these metals. The container 20 is then 
capped off at either end 21 or 22 by a thin metal foil (either aluminium, 
magnesium or alloys of same). The sheath 18 is preferably filled with the 
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•„ *hn rirawinas The configuration of the cartndge ie P B 
shown m the drawings. The » pr{jduced and 

5 material may vary depending on the nature 01 1 P 

*. desired dispersion of the ^^^IZZ m -e' 
pul ,ey whee. as IHustrated. it may tne out6 r penpherai 

* «:ii«r Tutorial 19 (flv-ash or microspheres) in tne region u 
ol «„er mtfena. .9 TO ^ ^ may hav9 . 

pulley grooves, lo llus snuanon » k » .. 23 0( 1ha in i et 

, o Lft* eme» distant or no d*,ance Oerwee fe 

ronM r , . so .ha. a reasonably h„h »■ * ^ ^ „ rot 

rsr: — . nr:r;::.:ra 

te Bre a,er a. — ' ~ ^Te, «- ~ ,he 
situations, to vary .he th,ckness of me of 
20 My .0 .h. d* or mould oavhy and ^ ma , erial )9 . 

„ ,o .he ^ £ immedlataly t>e ready .or a 

cast end product. Thus, wnen me u D0S sible to locate 

„,„ d,e oa* 5 opera*, , a a,«, ^"ZTJXZ^ « 

30 pookets formed on en elonga ea w their 
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cartridges or pockets containing the fly-ash or other particulate filler material 
could be sequentially mounted on a web of some other material to deliver the 
cartridges to the die casting machine. In such a configuration, a single or 
possibly multiple cartridges or pockets could be separated from the carrier as 

5 the die closes so as to leave the or a selected number of such cartridges or 
pockets in the inlet runner 1 1 prior to injection of molten metal. 

Arrangements as described above have been found to work satisfactorily 
in practice. It should however be appreciated that high pressure die casting 
techniques are not the only possible techniques that could be used. It is 

10 believed the methods described above might be used in hot or cold chamber 
die casting, squeeze casting, injection moulding, semi-solid forming, 
gravity/sand/centrifugal casting and continuous casting. When high injection 
pressures are not used in the moulding process, it is possible to simply inject 
through a nozzle the desired particulate material into the liquid matrix 

15 introduction path. If turbulent conditions are not created by the liquid matrix 
introduction path itself then it might be desirable to provide specific turbulence 
enhancing devices in the introduction path to promote mixing of the particulate 
material with the matrix material. 



1 
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, 0 „ liQ uid «*e, in.~duc.ng sad ** -*--» , e 

while « in Ks T,:: — - « -» 

material into said «rf mould or * cav*, 

point ot said liquid metal matnx matenat into sa. 

, A method o, terming a compos*, product comprising M steps o. 
providing: 

a mould or d.e with a mould or die cavity; 

locatin0 a volume „ p— ■ J^da, heing 

mat, matedal ^ - - - ^ same to «ow 

T 8 whereo, said paniculate mated, ie 

mould cavity. 

3. a method according to Claim 2. wherein said matdx mateda, is a me* 

4 A method according ,. Claim 3. wherein said meta, is aluminium, 
megneaium zinc, tin or el,o y s o, a— magnesium, ztnc or „, 

™ m * nr Claim 4, wherein said particulate 

5 . a method according to Claim 3 or Claim 4, 

materials are microspheres. 

, nn to Cla : m 5 wh erein the microspheres are ceramic 

6 . A method according to Claim &, wn« 

microspheres. 

tn riaim 5 wherein the microspheres are fly-ash. 

7. A method according to Claim t>, wne.«. 
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8 A method according to any one of Claims 3 to 7, wherein the sheath 
material is a metal. 

9. A method according to Claim 8, wherein the metal is a metal foil. 

10. A method according to Claim 8, wherein the sheath material is formed as 
a container with container walls and an open mouth region closed by a metal 
foil layer. 

11. A method according to Claim 10, wherein the container has opposed 
open ends each of which is closed by a metal foil layer. 

12. A method according to any one of Claims 8 to 11, wherein the metal of 
the sheath material is compatible with the metal forming the matrix material. 

♦ 

13. A method according to Claim 12, wherein the metal of the sheath material 
is aluminium, magnesium, tin, zinc or alloys of aluminium, magnesium, tin or 
zinc. 

* 

14. Apparatus for forming a composite product comprising a mould or die 
including a mould or die cavity, means for receiving and introducing a molten 
metal matrix material into said mould or die cavity, and means for introducing a 
volume of particulate material into said molten metal matrix material either at or 
immediately prior to said molten metal matrix material entering said mould or die 

cavity. 

15. Apparatus comprising a mould or die cavity, a liquid flow path for liquid 
matrix material leading into said mould or die cavity, and means located in said 
liquid flow path either at or immediately before an entry point into the mould or 
die cavity to support a volume of particulate located in an outer sheath, said 
outer sheath being adapted for rupture upon said liquid matrix material passing 
along said liquid flow path. 
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16. Apparatus according to Claim 15, wherein said sheath material is a 
metal. 



17. Apparatus 



according to Claim 16, wherein the metal is a metal foil. 



18 Apparatus according to Claim 16. wherein the sheath material is formed 
as a container with container walls and an open mouth region closed by a metal 
foil layer. 

19. Apparatus according to Claim 18, wherein the container has opposed 
open ends each of which is closed by a metal foil layer. 

„ A cartridge for location in an inlet flow passage of a die or mould said 
cartridge having an outer waH of metal configured to be posHioned In sa,d ,n.« 
flow passage and retaining particulate filler material within an inner space 
thereof. 



20 



A bridge according .0 Claim 20, wharain .ha outar wall induda* at laa* 
ona sacflon which is capabla of ruphrrs by mol.an matal flowing through aa,d 
inlet passage. 

ri a im 91 wherein the or each said section is 

22. A cartridge according to Claim 21 . wnerem xne u, 

formed by a metal foil. 

23 . A carthdga according .0 an, ona o. Clatma 20 .0 22. wharain tha outar 
wall is formed by a metal foil. 

24. A cartridge according .0 any ona ot Claims 20 .0 23. wharain .ha .illar 
material is fly-ash. 
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25. A cartridge according to any one of Claims 20 to 24, wherein the metal of 
said outer wall is magnesium, aluminium, zinc, tin or alloys of magnesium, 
aluminium, zinc or tin. 

26. A method of die-casting metals with a dispersion of particulate filler 
material, said metal injected as molten metal into a die cavity of a die, the 
injection of the molten metal into said die cavity being through an inlet runner 
leading into the die cavity, said method comprising: inserting into said runner a 
cartridge containing a predetermined volume of particulate filler material to be 
dispersed in a metal casting, said cartridge being sealed by at least one section 
formed by a metal foil layer so as to retain the filler material within the cartridge; 
injecting molten metal into the cavity through said cartridge, thereby rupturing 
the foil layer carrying the filler material into the cavity while intermixing the 
particulate filler material with said molten metal; and allowing said molten metal 

< 

to solidify in the die cavity before removing same. 

27. A method according to Claim 26, wherein the cartridge is made of a metal 
compatible with the molten metal injected into the die cavity. 

28. A method according to Claim 27, wherein the cartridge is made of the 
same metal as the molten metal injected into the die cavity. 

29. A method according to any one of Claims 26 to 28, wherein the molten 
metal is an aluminium or magnesium alloy. 

30. A method according to any one of Claims 26 to 29, wherein the filler 
material is fly-ash. 
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